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© Method and apparatus for molding trim strips by extrusion molding in an open mold and article 
produced thereby. 



® Automotive trim strips (W.R) are moulded in an 
open-faced mould cavity (31) by extruding a ribbon 
of plastic (18) therein and moving a shaping roller 
(25) thereoever to compression mould the viewing 



surface (1) of the trim strip into conformity with the 
surface of the mould cavity (31) and to shape the 
non-viewing surface (2) with the shaping roller (25). 
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BACKGROUND OF THE INVENTION 

Heretofore, plastic automotive trim strips have 
been manufactured either by injection molding or 
by extrusion molding of the part desired to be 
affixed to the viewing surface of an automotive 
vehicle. As a general rule, extrusion molding is 
preferred as. it is significantly less expensive than 
injection molding. However, extrusion molding has 
certain limitations including the fact that the side 
edges of the article as extruded will be straight and 
parallel and the ends of each cut-to-length strip will 
show the cross sectional interior of the extruded 
material unless such ends are reworked or have 
separately molded end caps applied. 

Additionally, certain parts such as those for 
trim around the wheel wells have more complex 
shapes and are typically formed by injection mold- 
ing. 

A method of extrusion molding and automotive 
trim strip is disclosed in United States Patent No. 
4,722.818. Under such patent, the trim strip is 
made by extruding a thermoplastic material 
through an extrusion passageway, passing a film 
strip through a guide passageway in a novel die 
assembly and then bonding the film strip and the 
thermoplastic material into engagement. 

United States Patent No. 4.719.067 discloses a 
method of forming an end piece by injection mold- 
ing onto a previously formed trim strip. 

United States Patent No. 4,489.019 discloses a 
method for producing longitudinal moldings with 
non-uniform sections without the use of an injection 
molding machine. Under,, the invention disclosed 
therein, one. part of the molding is formed by 
extrusion molding and another part is remolded or 
reshaped to the desired cross-sectional configura- 
tion. U.S. Patent No. 4,489.019 discloses another 
method for forming a molding in part by extrusion 
molding and in part by remolding or reshaping. 

It is the object of the present invention to 
provide a new and noval method and apparatus for 
molding plastic articles. 

It is a further object of the present invention to 
form a new and novel molded plastic trim strip. 

It is yet another object of the present invention 
to provide a method and apparatus for molding 
plastic trim strips and other plastic articles such 
that shapes not attainable with extrusion molding 
may be molded at a cost significantly lower than 
the cost of injection molding a similar part. 

SUMMARY OF THE INVENTION 

This invention relates to a method and appara- 
tus for forming automotive trim strips by extruding 
a ribbon of heated plastic material into an open- 
faced mold having a molding surface and com- 
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pressing a rotary forming mechanism against such 
ribbon to force the plastic material into conformity 
with the molding surface while simultaneously 
shaping the opposite side of the trim strip with the 
5 forming mechanism and to an article formed by 
such method. 

BRIEF DESCRIPTION OF THE DRAWINGS 

10 These and other objects of the invention will be 

seen by reference to the description set forth in the 
accompanying drawings in which: 

Fig. 1 shows an automotive vehicle having af- 
fixed thereto two configurations of trim strips. 
/5 namely, a wheel well trim strip and a rear/side 

wrap around trim strip, formed according to the 
present invention. 

Fig. 2 is a perspective view showing schemati- 
cally apparatus for molding an automotive trim 

20 strip or other article having a curved configura- 
tion and showing specifically the mold for for- 
ming the wheel well trim strip shown in Fig. 1. 
Fig. 3 is a view, partially in the section, showing 
a portion of the molding apparatus of Fig. 2. 

25 Fig. 4 is a sectional view taken through line 4-4 

of Fig. 3 showing a ribbon of plastic extruded 
into the mold cavity but not yet molded. 
Fig. 5 is a sectional view taken through line 5-5 
of Fig. 3 with the plastic material compression 

30 molded between the forming mechanism and 
the molding surface to form a molded wheel 
well trim strip. 

Pig. 6 is a partial perspective view showing 

schematically apparatus including the mold for 
35 forming the rear/side trim strip shown in Fig. 1. 

Fig. 7 is a view, partially in section, showing a 

portion of the molding apparatus of Fig. 6. 

Fig. 8 is a sectional view taken through line 8-8 

of Fig. 7. ' 
40 Fig. 9 is a sectional view taken through line 9-9 

of Fig. 8. 

Fig. 10 is a perspective view of apparatus for 
forming a tapered trim strip according to the 
present invention, 
'^s Fig. 1 1 is a view, partially in section, showing a 

portion of the molding apparatus of Fig. 10. 

DETAILED DESCRIPTION OF THE INVENTION 

50 Referring to Fig. 1. there is shown an auto- 

motive vehicle A having two of a wide variety of 
shapes of trim strips formed according to the 
present invention. Thus, the automotive vehicle A 
has a wheel well trim strip W and a rear/side trim 

55 strip R. As will be appreciated from the following 
description, the wheel well trim strip W as affixed 
to the vehicle A has substantially the same shape 
as it had upon removal from the mold. In contrast. 
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the trim strip R is flat as molded but becomes 
curved when wrapped around the corner joining the 
side S and back B of the vehicle A. 

As can be seen from Fig, 1 and also'from Fig. 
5. the wheel well trim strip W has a viewing surface 
1. a non^viewing surface 2 intended to face the 
vehicle A,- an upper or outer edge 3 and an inner 
edge 4 'Vvhich includes an inwardly extending 
flange 5. The wheel well trim strip W. as molded, 
follows a curved path generally matching that of 
the wheel well of the vehicle A. 

Referring now to Figs. 2-5. there is shown an 
extruder generally designated by the numeral 10 
having an hopper 1 1 for receiving pellets or gran- 
ules of thermoplastic material such as polyvinyl 
chloride (PVC) or other suitable plastic, and feeding 
it to an elongated barrel 12 having a heater for 
melting the plastic material and a screw (not 
shown) for feeding the melted plastic material 
through the barrel 12, The hopper 11 and barrel 12 
are supported on a support stand 13. 

Secured to the end of the barrel 12 is a down- 
wardly extending neck 15 to which is attached a 
die head 16 for receiving the heated and plasti- 
cized PVC or other plastic material from the barrel 
12. The die head 16 includes an outlet orifice 17 
from which plastic material is extruded in the form 
of a ribbon 18. As will be appreciated by those 
skilled in the art, the orifice 17 may have any one 
of a wide- variety of shapes and configurations with 
the ^result that the ribbon 18 of plastic material as 
extruded ^^may have a wide variety of cross sec- 
tional configurations. 

In order to form the wheel well trim strip W 
having the inwardly extending flange 5, the ribbon 
18 preferably has a cross-sectional configuration 
which includes a substantially horizontal bottom 
portion 19. a substantially vertical edge portion 20 
which win provide plastic material for shaping the 
flange 5 and an upturned portion 21 approximating 
the shape of the outer edge 3 of the wheel well 
trim strip W. It should be understood, however, that 
the ribbon 18 may have any one of a wide variety 
of cross sectional configurations. It is the final 
shaping of the plastic material according to the 
method to be described that determines the final 
contour of the finished trim strip W. the non-view- 
ing surface 2 as well as the viewing surface 1. 
Thus, although it is preferred that the ribbon 18 
have a cross-sectional shape approximating the 
shape of the finished wheel well trim strip W, it 
could have other configurations so long as there is 
a sufficient amount of plastic material to form all 
portions of the trim strip W. 

In close proximity to the extrusion die head 16 
is a shaping roller mechanism generally designated 
by the numeral 25 rotationally supported on an axle 
26 supported at each end by a pair of downwardly 
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extending arms 27 fastened to an outwardly ex- 
tending support arm 28. The support arm 28 may 
be rigidly connected to a rotatable shaft 22 extend- 
ing from a gear box 29. A motor 24 powers the 

5 gear box 29 to rotate the shaft 22 slightly in a 
clockwise direction when it is desired to raise the 
shaping roller mechanism 25 and in a counter- 
clockwise direction when it is desired to lower it. 
Other types of support means may be utilized for 

70 supporting the shaping roller mechanism 25; how- 
ever, as will become clear from a description of the 
molding operation, it is preferred that the shaping 
roller mechanism 25 be yieldingly urged downwar- 
dly. 

75 Positioned beneath the die head 16 is a mold 

30 having an open faced mold cavity 31 conform- 
ing to the desired exterior or viewing surface 1 of 
the trim strip W. The mold cavity 31 follows a 
curved path from one end 31 A to the other end 

20 31 B having generally the contour of the wheel well 
of the vehicle A. 

The mold 30 is mounted on a table 35 having a 
mechanism (not shown) for moving the mold 30 
rotationally and/or eccentrically and/or in a straight 

25 line path depending upon the specific end to end 
configuration of the mold cavity 31. Thus, the mold 
30 is moved beneath the orifice 17 of the die head 
16 so that the mold cavity 31 is positioned directly 
thereunder to receive the ribbon 18, starting with 

30 the one end 31 A and then throughout the remain- 
der of the mold cavity 31 to the opposite end 31 B. 
Obviously, if the mold cavity 31 from end to end is 
in the shape of an arc of a circle, the mold 30 will 
be required to move only in a circular path beneath 

35 the die head 16, If the end to end configuration of 
the mold cavity 31 is other than an arc of a circle, 
it will be necessary to provide a suitable cam 
mechanism to. control the path followed by the 
mold beneath' the die head 16 to insure that the 

40 mold cavity 31 is positioned beneath the orifice 17 
throughout the complete extrusion phase of the 
molding operation. The use of cams to determine 
movement of a body mold or other is not new and 
does not form a part of the present invention. 

45 It is within the scope of the present invention 

that the mold be fixed and the die head 16 be 
movable in order to extrude the ribbon 18 through- 
out the length of the cavity 31, 

. Referring now to Figs, 3-5, immediately after 

50 the ribbon 18 of heated and moldable PVC or other 
plastic material is deposited in the mold cavity 31, 
the shaping roller 25 passes thereover to compress 
the still hot moldable plastic material firmly into the 
mold cavity 31. Obviously, if the trim strip being 

55 molded has a flat or planar non-viewing surface, 
the roller 25 could have a simple cylindrical shape. 
However, in this embodiment of the present inven- 
tion, since the wheel well trim strip W has a cross- 
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sectional configuration in which the non-viewing or 
attaching surface 2 is contoured rather than flat, the 
shaping roller mechanism 25 must be contoured. 
Thus, as may be seen in Fig. 5, the shaping roller 
mechanism 25 is formed with separate roller seg- 
ments 25A, 25B. 25C. 25D. 25E and 25F which are 
independently mounted on the axle 26. Each of 
such roller segments has a different shape or con- 
tour and each abuts the adjacent segment so that 
as the roller mechanism 25 is rotated against to the 
extruded ribbon 18. it shapes the plastic material 
into conformity with the mold cavity 31 to form the 
viewing surface 1 and into conformity with the 
exterior surfaces of the respective roller segments 
25A. 25B, 25C, 25D. 25E and 25F to form the non- 
viewing surface 2. As can be seen, the flange 5 is 
formed between the side of roller segment 25E and 
the opposing surface of the mold cavity 31 with the 
free end of the flange 5 formed by the roller 
segment 25F. The upper or outer edge 3 Is formed 
by the roller segment 25A. As can also be seen in 
Fig. 5. the outer roller segments 25A and 25F, in 
addition to shaping the outer edge 3 and free end 
of the flange 5, respectively, also ride across the 
upper surface of the mold 30. This coupled with 
the downward urging of the shaping roller mecha- 
nism insures that the non-viewing surface 2 is 
molded to the designed contour. 

In operation, the mold 30 is initially positioned 
with the mold cavity end 31 A lying directly under 
the die head -16 and the shaping roller mechnism 
25 positioned beyond the end 31 A and resting 
upon the face of the mold 30. As previously de- 
scribed, the roller mechanism 25 is preferably yiel- 
dingly urged downwardly and may ride up on the 
surface of the mold 31 when positioned beyond the 
end 31 A of cavity 31. Immediately upon extrusion 
of the initial portion of the ribbon into the mold 
cavity of 31, the mold 30 is caused to move 
rotationally or in other appropriate direction so that 
the ribbon 18 is deposited into the mold cavity 
throughout the full length thereof to the opposite 
end of 31 B. The ribbon 18 of thermoplastic ma- 
terial is shaped by the roller mechanism 25 pass- 
ing over the newly deposited, ribbon 18 throughout 
the full length of the mold cavity of 31 . 

Figs. 6-9 show apparatus for molding an article 
such as the rear/side trim strip R which is intended 
to be molded flat but bent around a corner when 
applied to the vehicle A. 

As will be appreciated by those skilled in the 
art and as can be seen in Fig. 1. the surface to 
which rear/side trim strip R is to attached follows a 
curved path extending from the back B to the side 
S around the corner. Additionally, as can be seen 
in Fig. 1, the back B of the vehicle A is disposed at 
an angle or taper in the area to which the trim strip 
R is to be attached. A trim strip such as the trim 
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Strip R when wrapped around the back to the side 
of a vehicle will follow a curved path through a 
bend of approximately ninety degrees. If those 
portions of the surface of the vehicle A to which the 
5 trim strip R is to be attached defined a shape in 
which all such portions from top to bottom were 
parallel to a -vertical axis, it would be possible to 
simply form a straight, elongated trim strip and 
wrap it around the corner of a vehicle from one 

70 side to the rear. This could be readily accom- 
plished on that type of surface even though the 
trim strip was straight as molded and fairly wide, 
for example, 2-4 inches. However, those portions of 
automotive vehicles to which trim strips are at- 

;5 tached usually do not follow a path in which all 
portions are parallel to a vertical axis. Rather, they 
more frequently follow an path such as that shown 
in Fig. 1 in which that portion of the back B to 
which the rear/side trim strip R is attached bends 

20 or curves inwardly toward the center of the vehicle 
A, from top to bottom of the trim strip R. Desirably, 
the trim strip R, when affixed to the vehicle A, will 
be horizontal or parallel to the bottom. As wilt be 
appreciated, in order for the trim strip R to snugly 

25 match the attached surface of vehicle A, when 
wrapped around the corner of a vehicle A having 
such contour, the upper edge of such trim strip R 
must be longer than the lower edge. This is ac- 
complished by molding the trim strip R to follow a 

30 curved path such as that shown in Fig. 6. 

As can be seen in Figs. 6-9, the trim strip R 
may have a substantially planar non-viewing sur- 
face 101 and a contoured viewing surface 102. As 
in the previous embodiment, an extruder 10 and 

35 shaping roller mechanism 125 are positioned above 
a mold 130. The mold 130 has an open-faced 
cavity 131 which follows a straight path at each 
end with a curved path in the center joining the 
ends. Thus, the mold cavity extends from one end 

40 131 A, along a straight path to a curved section 
131 C, and then along a straight path in a different 
direction to the opposite end 131 B. If desired, the 
molding surface of the mold cavity 131 may be 
contoured as at 132. The mold 130 has a short 

45 knife 133 encircling the mold cavity 131. (See Figs 
8 and 9). The knife 133 extends upwardly from the 
face of the mold approximately .015 inches and 
terminates in a cutting edge 134. The knife 133 
severs excess plastic material introduced into the 

50 mold cavity 131 from the die head 16. Thus, al- 
though it is possible to obtain commercially sat- 
isfactory, parts by extruding into the mold cavity 
131 the- precise amount of plastic material neces- 
sary to form the trim strip R. controlling the flow of 

55 the ribbon 18* of plastic material into the mold 
cavity 131 to such a precise degree on a produc- 
tion basis can be difficult. Accordingly, It has been 
found that consistently superior results can be ob- 

4 



7 EP0 519 

tained by extruding a greater amount of plastic into 
the mold cavity 131 than is necessary to form the 
finished trim strip R. Such excess will be squeezed 
out of the mold cavity in the form of flash 136 
which must be removed to form the finished trim 5 
strip RiAlthough the flash 136 could be removed in 
a sepatate trimming operation, the use of a mold 
having »a knife 133 will permit the trimming to be 
done during the shaping operation as will become 
clear from the following description. w 

The mold 130 is mounted on a table 135 
having a mechanism (not shown) for moving the 
mold 130 initially in a straight line path then in a 
curved path following the path of the curved sec- 
tion 131C and finally in a straight line path. Thus. i5 
the mold 130 is moved beneath the orifice 17* of 
the die head 16 so that the mold cavity 131 is 
positioned directly thereunder to receive the PVC 
or other plastic material starting with the one end 
131 A and then throughout the remainder of the 20 
mold cavity 131 to the opposite end 131B. 

Since the non-viewing surface 101 of the trim 
strip R molded pursuant to this embodiment has a 
planar configuration, the die head 16 may have an 
orifice 17' shaped to extrude a ribbon 18* having a 25 
generally rectangular configuration. 

Additionally, as can be seen in Fig. 9, there is 
provided a shaping roller mechanism 125 having a 
cylindrical configuration. Since the mold 130 will 
follow a„ curved path as the mold cavity curved 30 
sectional 31 G passes beneath the shaping roller 
mechanism il 25, it is desireable that the shaping 
roller mechanism 125 have independently rotatable 
roller segments 125A, 125B, 125C and 125D. The 
outer roller segments 125A and 125D extend be- 35 
yond the opposite sides of the mold cavity 131 and 
engage the cutting edge 134 of the knife 133. 

In operation, the mold 130 is initially positioned 
with the mold cavity end 131 A beneath the ex- 
trusion die head 16 and with the roller mechanism 40 
125 contacting the face of the mold beyond the 
end 131 A of the mold cavity 131. A ribbon 18' of 
plastic material is extruded from the orifice 17' and 
deposited throughout the length of the mold cavity 
131 as the mold 130 moves beneath the die head 45 
16. Preferably, the amount of plastic material de- 
posited In the cavity 131 will be slightly in excess 
of that needed to form the trim strip R. Immediately 
after the ribbon 18' of heated and moldable PVC or 
other plastic material is deposited in the mold so 
cavity 131. the shaping roller 125 passes thereover 
to compress the still hot moldable plastic material 
firmly into the mold cavity 131. The excess plastic 
material will be squeezed out of the mold cavity 
131 to form flash 136. Those roller segments over- 55 
lying the cutting edge 134, namely, segments 125A 
and 125D jn Fig. 9. will engage the cutting edge 
134 to trim the flash 136 from the finished trim strip 
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R. As the shaping roller mechanism 125 contacts 
the ends 131 A and 131 B. respectively, the inter- 
mediate segments 125B and 125C will engage the 
cutting edge 134 and trim the flash in those areas. 

Referring now to Figs. 10 and 11, there is 
shown a modified embodiment for producing a trim 
strip which is straight but which is tapered. In this 
embodiment, there is provided an elongated mold 
145 having a mold cavity 146 extending from a first 
end 146A of a given width to an opposite end 146B 
which is substantially narrower. The mold 145 is 
mounted on a table 147 having a pair of guide 
channels 148. The mold 145 may be moved from a 
position at which the end 146A underlies the die 
head 16 to a position at which the opposite end 
146B underlies the die head 16. 

In this embodiment a cylindrical roller 225 is 
mounted on an axle 226 supported in a support 
mechanism 227. As will be appreciated, the opera- 
tion of this embodiment is substantially the same 
as the previous embodiment in that the roller 225 
urges the heated and moldable plastic material 
firmly into the mold cavity 146 to form the finished 
article. 

Many modifications will become readily appar- 
ent to those skilled in the art. For example, the 
embodiments shown in Figs. 3-5, 10. and 11 could 
also utilize a mold having a knife partially or com- 
pletely encircling the mold cavity in order to trim 
any flash. Accordingly, the scope of this invention 
should be determined by the scope of the appen- 
ded claims. 

Claims 

1. A method for molding a plastic article compris- 
ing the steps of: 

extruding a ribbon of heated and moldable 
plastic material into an open-faced mold cavity 
having a molding surface defining the desired 
configuration of a portion of the finished article; 

contacting said ribbon while in heated mol- 
dable condition with a shaping element to 
force said ribbon into conformity with said 
molding surface while simultaneously shaping 
portions of said ribbon out of contact with said 
molding surface. 

2. The method according to claim 1, wherein the 
quantity of plastic material extruded into said 
mold cavity exceeds the quantity of plastic 
material in the finished plastic article and fur- 
ther including the steps of (1) forcing excess 
plastic material outwardly beyond the periph- 
ery of said molding cavity and (2) trimming 
said excess during said contacting step. 

3. A method for. molding a decorative plastic strip 
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comprising the steps of: 

extruding a ribbon of heated and moldable 
plastic material into an open-faced mold cavity 
having a molding surface defining the desired 
configuration of a portion of the finished strip; 5 

contacting said ribbon while in heated mol- 
dable condition with a shaping element; 

imparting relative movement between said 
shaping element and said mold to sequentially 
compress incremental segments of said ribbon 10 
into conformity with said molding surface while 
shaping opposing portions of said incremental 
segments with said shaping element. 

4. The method according to claim 3. wherein the ;5 
quantity of plastic material extruded into said 
mold cavity exceeds the quantity of plastic 
material in the finished decorative plastic strip 

and further including the steps of forcing ex- 
cess plastic material outwardly beyond the pe- 20 
riphery of said molding cavity and trimming 
said excess during the steps of contracting 
said ribbon and imparting relative movement. 

5. The method according to claim 3 wherein said 25 
shaping element is rotatable and the step of 
imparting movement causes the shaping ele- 
ment to rotate across and shape those portions 

of the surface of said ribbon out of contact with 

said molding surface. 30 

6. The method according to claim 5, wherein the 
quantity of plastic material extruded into said 
mold cavity exceeds the quantity of plastic 
material in the finished decorative plastic strip 35 
and further including the steps of forcing ex- 
cess plastic material outwardly beyond the pe- 
riphery of said molding cavity and trimming 

said excess during the steps of contracting 

said ribbon and imparting relative movement. 40 

7. A method for molding a decorative plastic strip 
comprising the steps of: 

providing a mold having a generally hori- 
zontal face with a cavity formed therein, said 45 
cavity having a molding surface conforming to 
the desired configuration of a portion of the 
finished strip, said cavity being open at said 
face; 

extruding a ribbon of heated and moldable 50 
plastic material into said cavity; 

contacting said ribbon while in heated mol- 
dable condition with a shaping element; 

imparting relative movement between said 
shaping element and said mold to sequentially 55 
compress incremental segments of said ribbon 
into conformity with said molding surface and 
sequentially shaping opposing portions of said 



incremental segments contacted by said shap- 
ing element. 

8. The method according to claim 7, wherein the 
quantity of plastic material extruded into said 
mold cavity exceeds the quantity of plastic 
material in the finished decorative plastic strip 
and further including the steps of forcing ex- 
cess plastic material outwardly beyond the pe- 
riphery of said molding cavity and trimming 
said excess during the steps of contracting 
said ribbon and imparting relative movement. 

9. The method according to claim 7, wherein said 
shaping element is rotatable and the step of 
imparting relative movement causes the shap- 
ing element to rotate across and shape those 
portions of the surface of said ribbon out of 
contact with said molding surface. 

10. The method according to claim 9, wherein the 
relative movement between said shaping clem- 
ent and said mold cavity includes a curved 
path. 

11. The method according to claim 9, wherein said 
rotatable shaping element has a plurality of 
sections and the step of imparting relative 
movement causes different ones of said sec- 
tions to rotate in varying amounts when said 
relative movement follows a curved path. 

12. The method according to claim 9. wherein the 
quantity of plastic material extruded into said 
mold cavity exceeds the quantity of plastic 
material in the finished decorative plastic strip 
and further including the steps of forcing ex- 
cess plastic material outwardly beyond the pe- 
riphery of said molding cavity and trimming 
said excess during the steps of contracting 
said ribbon and imparting relative movement. 

13. A method for molding a decorative plastic strip 
comprising the steps of: 

providing a mold having a generally hori- 
zontal face with a cavity formed therein, said 
cavity having a molding surface conforming to 
the desired configuration of a portion of the 
finished strip, said cavity being open at said 
face; 

extruding a ribbon of heated and moldable 
plastic riiaterial into said cavity; 

contacting said ribbon while in heated mol- 
dable condition with a shaping element to 
force said ribbon into conformity with said 
molding surface while simultaneously shaping 
the portions of said ribbon out of contact with 
said molding surface. • 
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14. A method of molding plastic trim strips having 
a viewing surface and a non-viewing surface in 
an open-faced mold cavity having a molding 
surface conforming to the desired configuration 

of said viewing surface, comprising the steps 5 
of extruding a ribbon of moldable plastic ma- 
!terial into said mold cavity, engaging a portion 
t)f said plastic material with a shaping element, 
imparting relative movement between said 
shaping element and said mold cavity to com- ;o 
press sequential portions of said plastic ma- 
terial into conformity with said molding surface 
throughout the length of said mold cavity to 
form said viewing surface while forming said 
non-viewing surface with said shaping element. 75 

15. The method according to claim 14. wherein the 
quantity of plastic material extruded into said 
mold cavity exceeds the quantity of plastic 
material in the finished plastic trim strip and 20 
further including the steps of forcing excess 
plastic material outwardly beyond the periph- 
ery of said molding cavity and trimming said 
excess during the steps of engaging said plas- 
tic material and imparting relative movement. 25 

16. A method of molding plastic trim strips having 
a viewing surface and a non-viewing surface in 
a mold having an elongated open-faced mold 
cavity, said mold having a guide surface at 30 
least partially encircling said cavity, said guide 
surface defining opposed edges of said cavity, 

said cavity having a molding surface conform- 
ing to the desired configuration of said viewing 
surface, comprising the steps of extruding a 35 
ribbon of moldable plastic material into said 
mold cavity, engaging a portion of said plastic 
material and said guide surface opposed 
edges with a shaping element, imparting rela- 
tive movement between said shaping element 40 
and said mold cavity to compress sequential 
portions of said plastic material into conformity 
with said molding surface throughout the 
length of said mold cavity to form said viewing 
surface while forming said non-viewing surface 45 
with said shaping element. 

17. The method according to claim 16, wherein the 
step of forming said non-viewing surface in- 
cludes shaping said non-viewing surface to a 50 
non-planar contour. 

18- The method according to claim 16. wherein 
said guide surface terminates in an upwardly 
extending cutting edge and wherein the quan- 55 
tity of plastic material extruded into said mold 
cavity exceeds the quantity of plastic material 
in the finished trim strip and further including 
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the steps of forcing excess plastic material 
outwardly beyond said cutting edge and mov- 
ing said shaping element across said cutting 
edge to trim said excess, 

19. The method according to claim 16. wherein 
said shaping element is rotatable and the step 
of imparting relative movement causes the 
shaping element to rotate across the guide 
surface along the opposed edges of said mold 
cavity and across said plastic material. 

20. The method according to claim 19, wherein the 
relative movement between said shaping ele- 
ment and said mold cavity includes a curved 
path. 

21. The method according to claim 19, wherein 
said rotatable shaping element has a plurality 
of sections and the step of imparting relative 
movement causes different ones of said sec- 
tions to rotate in varying amounts when said 
relative movement follows a curved path. 

22. The method according to claim 19, wherein the 
step of forming said non-viewing surface in- 
cludes shaping said non-viewing surface to a 
non-planar contour. 

23. The method according to claim 19. wherein 
said guide surface terminates in an upwardly 
extending cutting edge and wherein the quan- 
tity of plastic material extruded into said mold 
cavity exceeds the quantity of plastic material 
in the finished trim strip and further including 
the steps of forcing excess plastic material 
outwardly beyond said cutting edge and mov- 
ing said shaping element across said cutting 
edge to trim said excess. 

24. Apparatus for forming a plastic trim strip hav- 
ing a non-viewing surface intended to face 
towards the surface of an article to which it is 
to be attached and a viewing surface intended 
to be viewed when so attached, said apparatus 
comprising: 

(a) a mold having an open-faced cavity de- 
fining a molding surface conforming in con- 
figuration to the desired configuration of the 
viewing surface: 

(b) means for depositing plastic material in 
moldable form in said open-faced mold cav- 
ity: 

(c) shaping means for sequentially engaging 
the heated, moldable plastic material posi- 
tioned in said cavity: and 

(d) means for imparting relative movement 
between said shaping means and said mold 
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to cause said shaping means to sequentially 
force the plastic material into conformity 
with said molding surface while shaping the 
opposed non-viewing surface. 

5 

25. Apparatus according to claim 24, further in- 
cluding a knife edge encircling said cavity, 
said knife edge cooperable with said shaping 
means to trim excess plastic material extend- 
ing beyond said cavity. ;o 

26. The apparatus according to claim 24, wherein 
said shaping means includes a rotatable roller 
mounted to rotate across said mold and to 
span the distance across said mold cavity to is 
rotatably engage and shape said plastic ma- 
terial positioned in said mold cavity. 

27. Apparatus according to claim 26, further in- 
cluding a knife edge encircling said cavity, 20 
said knife edge cooperable with said shaping 
means to trim excess plastic material extend- 
ing beyond said cavity. 

28. The apparatus according to claim 26, wherein 25 
said rotatable roller has a cylindrical configura- 
tion defined by a plurality of cylindrical seg- 
ments. 

29. Apparatus according to claim 28. further in- 30 
eluding a knife edge encircling said cavity, 

said knife edge cooperable with said shaping 
means to trim excess plastic material extend- 
ing beyond said cavity. 

30. The apparatus according to claim 26, wherein 
said rotatable roller comprises a plurality of 
roller segments having diameters of varying 
sizes adjoining one another to provide a non- 
cylindrical shaping surface. 40 



33. A trim strip according to claim 32, further in- 
cluding first and second edges between said 
front and back surfaces, said first and second 
edges being non-parallel as molded. 

34. A trim strip according to claim 32, wherein said 
non-viewing surface is substantially planar as 
molded. 

35. A trim strip according to claim 32, wherein said 
non-viewing surface has a non-planar contour 
as molded, 

36. A trim strip according to claim 32, wherein said 
non-viewing surface has a non-planar contour- 
ed configuration including a flange extending 
from said non-viewing surface in a direction 
away from the viewing surface. 

37. A trim strip according to claim 32, further in- 
cluding first and second edges between said 
front and back surfaces, said first and second 
edges having curved portions. 

38. A trim strip according to claim 37, wherein said 
non-viewing surface has a non-planar contour- 
ed configuration including a flange extending 
from said non-viewing surface in a direction 
away from the viewing surface. 



35 



31. Apparatus according to claim 30, further in- 
cluding a knife edge encircling said cavity, 
said knife edge cooperable with said shaping 
means to trim excess plastic material extend- 45 
ing beyond said cavity. 

32. An elongated plastic trim strip comprising a 
front viewing surface and a back non-viewing 
surface intended to face the surface of an 50 
article to which the trim strip is to be attached, 

said viewing surface being compression mol- 
ded against the molding surface of a mold and 
said non-viewing surface being formed by roll- 
ing a rotatable shaping member thereacross 55 
while the plastic material is at a moldable 
temperature. 
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